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DISC BRAKE ROTOR WITH A GREY CAST IRO N COMPOSITION 
This invention is concerned with a disc brake rotor, 

A disc brake rotor is arranged to rotate with a 
member, such as a wheel of a vehicle or a rotating part of 



annular friction surfaces which, in the operation of the 
brake, are engaged by blocks of friction material to 
decelerate the rotor and hence the member. Two of the 
friction material blocks are moved (usually by hydraulic 
means) towards one another into contact with the two 
friction surfaces so that frictional forces occur slowing 
the rotation of said rotor, and hence of said member. 

In selecting a material for a disc brake rotor, it is 
necessary to consider the coefficient of friction of the 
material and its thermal properties, since considerable 
heat is generated during braking. Conventionally, disc 
brake rotors for passenger vehicles have been made from 
unalloyed grey irons consisting of flake graphite in a 
pearlitic matrix. These have carbon contents in the range 
3.25-3.55 wt% and strength levels are typically 
approximately 220 MPa. In order to increase thermal 
conductivity, the carbon level can be increased to 3.65- 
3.95 wt% but this decreases the strength, eg to 
approximately 150 MPa. Increased carbon levels also may 
result in microstructural defects so that casting 
difficulties are increased. 

It is well known to alloy the higher carbon-containing 
irons with matrix strengthening elements such as chromium, 
molybdenum, nickel and vanadium in order to increase the 
strength. For example, WO 96/07766 discloses a pearlitic 
grey iron which comprises 3.5-3.7 wt% carbon, 1.9-2.05 wt% 
silicon, 0.05-0.1 wt% vanadium, 0.2-0.3 wt% molybdenum, 
0.2-0.3 wt% chromium and 0.2-0.3 wt% copper. EP 0778355 A 
discloses a grey cast iron for brake discs containing 3.65- 
3.95 wt% carbon, 1.8-2.2 wt% silicon, 0.2-0.4 wt% chromium, 



a machine. 



Such a rotor provides two oppositely-facing 



0.2-0.8 wt% niobium and 0.3-0.5 wt% copper. However, 
alloying has a detrimental effect on thermal conductivity. 

In addition to thermal and mechanical considerations, 
a material for a disc brake rotor must exhibit good wear 
resistance. In an unalloyed iron, wear resistance is 
primarily a function of the matrix structure and its 
hardness. Alloying the iron can create carbides so that 
wear resistance becomes more a function of the properties 
of the carbides. However, when vanadium, titanium and 
chromium are added to iron in excess quantities, a fall in 
the strength occurs arising from the formation of inter- 
granular carbides in the matrix. Carbide stabilising 
elements such as chromium, molybdenum and vanadium also 
increase the tendency for the formation of free ferrite 
which is detrimental to the strength and tribological 
properties. For this reason, these elements are normally 
used at levels which are below those at which free carbides 
are formed so that the wear benefits of free carbides are 
not obtained. It is also considered that the use of high 
alloy structures containing free carbides would cause the 
formation of "hot spots" resulting in brake judder and heat 
cracking. 

The present invention has the object of further 
increasing the thermal fatigue and wear resistance 
properties of a disc brake rotor. 

The invention provides a disc brake rotor having a 
grey cast iron composition, characterised in that said 
composition comprises between 0.5 and 1.2% by weight of 
copper, and a plurality of hard carbide forming metals 
including both vanadium and titanium, the ratio between the 
weight of copper present and the total weight of said hard 
carbide forming metals being 1.8 to 3 units of copper to 1 
unit of the hard carbide forming metals. 
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In a disc brake rotor according to the invention 
improved thermal fatigue and wear resistance properties are 
achieved by a careful balance of the additives which, on 
the one hand, avoids a detrimental microstructure with 
inter-granular carbide eutectic phases and, on the other 
hand, gives higher wear resistance. The hard carbide 
forming metals can also include one or more of tungsten, 
chromium, molybdenum, and niobium. Where chromium is 
included, preferably, it is at a maximum of 0.05 wt% . 

It has previously been recognised that titanium levels 
can have a critical effect on the co-efficient of friction 
and wear characteristics of a cast iron disc brake rotor. 
Levels below 0.1 wt% promote "graphitisation" and form hard 
discrete particles of titanium carbonitride. Such 
particles dramatically increase wear performance but, above 
0.05 wt% of titanium, the rotors become difficult to 
machine, bedding-in of the rotor is very slow, and the 
friction material wear is increased. In order to avoid 
these problems, preferably, in a disc brake rotor according 
to the invention, the composition comprises both vanadium 
and titanium with the weight of vanadium present being less 
than or equal to one half of the weight of copper present 
added to 2 0 times the weight of titanium present. By this 
careful selection of titanium, vanadium and copper improved 
wear and frictional properties can be achieved without the 
problems of hot-spotting and manufacturing difficulties. 

Preferably, in a disc brake rotor according to the 
invention, the carbon equivalent of the composition is 
between 4.2 and 4.55, the titanium content of the 
composition is between 0.025 and 0.035 wt%, the vanadium 
content of the composition is between 0.35 and 0.45 wt%, 
and the copper content of the composition is between 0.7 
and 0.9 wt%. 
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There now follow detailed descriptions of two disc 
brake rotors which are illustrative of the invention* 

The first illustrative disc brake rotor has a grey 
cast iron composition. In order to form the first 
illustrative disc brake rotor a base cast iron composition 
was alloyed. The base iron composition was as follows: 

carbon 3.65 wt%, silicon 2.10 wt%, phosphorus 0.06 
maximum, manganese 0.65 wt%, sulphur 0.10 wt%, nickel 
residual, and the balance iron. This gave a carbon 
equivalent of 4.2 to 4.37. 

It is considered that practical limits for the base 
grey iron are: 

carbon 3.5-3.8, silicon 2.00-2.20, phosphorus 0.10 
maximum, manganese 0.60-0.80, and sulphur 0.15 maximum. 

To the base composition, alloying materials were added 
to give a vanadium content of 0.3 5 wt%, a titanium content 
of 0.025 wt%, a chromium content of 0.05 wt% maximum, and 
a copper content of 0.8 wt% . It should be noted that the 
composition comprises hard carbide forming metals (vanadium 
and titanium) which at 0.375 wt% is less than half of the 
copper content at 0.8 wt%. Thus, the ratio between the 
weight of copper present and the weight of the hard carbide 
forming metal is 2.13 units of copper to 1 unit of the hard 
carbide forming metal. 

It should also be noted that the vanadium and titanium 
present satisfies the formula that the weight of the 
vanadium present (0.35 wt%) is less than one half of the 
weight of the copper present added to 2 0 times the weight 
of titanium present (0.8 wt% of copper divided by 2 gives 
0.4 wt% plus 20 times 0.025 wt% equals 0.9wt%). 

The first illustrative rotor was compared in wear 
tests with a comparison rotor made of a conventional base 
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grey cast iron used for disc brake rotors. This cast iron 
has a composition of: 

carbon 3.42 wt%, silicon 2.37 wt%, manganese 0.65 wt%, 
sulphur 0.09 wt%, phosphorus 0.04 wt%, chromium 0.3 wt%, 
titanium 0.03 wt% and the balance iron. 

In a wear test at low pressure, the wear on the first 
illustrative rotor was 69% of that of the comparison rotor. 
In a medium pressure wear test, the wear on the first 
illustrative rotor was 57% of that of the comparison rotor. 
In a high pressure wear test , the wear on the f irst 
illustrative rotor was 71% of that of the comparison rotor. 
In the same tests, the wear on the friction material pads 
running against the first illustrative rotor was 79%, 88%, 
and 89%, respectively, compared to the wear on the friction 
material pads running against the comparison rotor. 

The first illustrative rotor was also compared with 
the comparison rotor in a thermal fatigue resistance test, 
ie a test in which the materials were stressed cyclically 
to pre-determined stress levels at various temperatures and 
the number of cycles to failure were measured. The first 
illustrative rotor consistently achieved superior results 
to the comparison rotor, eg at 2 50°C, at a stress level of 
75 MPa the comparison rotor failed at 18,000 cycles whereas 
the first illustrative rotor failed at 282,000 cycles, and, 
at a stress level of 7 0 MPa, the comparison rotor failed at 
63,000 cycles whereas the first illustrative rotor failed 
at 1,122,000 cycles. 

The second illustrative disc brake rotor has a grey 

cast iron composition. Said composition is 3.53 wt% 

carbon, 2.04 wt% silicon, 0.63 wt% manganese, 0.1 wt% 

sulphur, 0.06 wt% phosphorus, 0.29 wt% chromium, 0.79 wt% 

copper, 0.011 wt% titanium, 0.10 wt% vanadium, and the 

balance iron. Thus, the hard carbide forming metals 

(chromium, titanium and vanadium^ total 0.401 wt% so that 

A 
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the ratio between the weight of copper present and the 
weight of said hard carbide forming metals is 1.97 units of 
copper to 1 unit of the hard carbide forming metals. 

The second illustrative rotor was compared in wear 
tests with a comparison rotor made of a conventional base 
grey cast iron described above. In a medium pressure wear 
test, the wear on the second illustrative rotor was 7 9% of 
that of the comparison rotor, and the wear on the friction 
material pads was 8 4% of that of the pads running against 
the comparison rotor. 



